4 


2 Work Order ID 91254 


ocument Control 


110 

*41በ* 

CNC Bend 2 - 

CNC Alpha 160 Bender 


Revision Nbr EG E AE አከር en ta gie vel 


| ለ (DEO) 


0 A 
: 0.00 ረ 1 
DOCUMENT CONTROL à 
1 
Med 0.00 Pad FADE (47 


` Photocopy bluefile and create labels as per PPP D206-667-207 chg 002 


0.00 
BENDING MACHINE - CROSSTUBES 


0.00 
Bend tube as per Dwg D206-667-247 using CNC bender program D206-667-207 


Memo 


Da WS ١ Ro- lo-25- 


* * Page 1 
ge . 
eer October oe 12. 7 27: 264M 91 254* 
Hem ID: D206- 667-207BL- Ant * * Sep Start * * 
መባ taa Nonnanant nn* *N S1* 
Item Name:  Crosstube Mid Aft Stop, ጁጭ N QI* 
Start Date: — 10/03/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 *4 * Customer: 5 
Reference 5 4 
POR 5 UD ME ን EEE RE ሺ... Run Start * * 2 
. Approvals: Process Plan: ነ J~ Date Tooling: 2 Date: ii N R 1 LT : 
Stop SEX re  ፡ነ 
5 3 . 3 * *. « o 
QC: | |. Date SPC QUSS = | Date: N R7 vid : 
Sequence ፤0/ - ` Operation LECHE Set Up/ — ` 7601198 ፐዐ01# Plan Accept Reject Reject Insp. — 5M, aT 
Work Center ID . * Description . Run Hours Code Qty Qty Number Stamp v 


PUR pv ou 


x Me It 


* "Work Order ID 4 
"October-04-1 2 7:27:26 AM 


*01254*. 


Page 2 


Item ID: D206-667-207BL 
Revision ID: 


Start Date: 10/03/12 Start Qty: 1.00 243 
ġilired Date: 10/19/12 Req'd Qty: 1.00 *4* 


Accept *NONNN ፈበ1በበ* | Setup Start 


Process Plan: ii Date 
QC:- » ken Y Date 
A 7 
‘Operation 1 
Description 


QC15- Crosstube Dimensional Check 


Memo 


Run Start 


Stop 


` *NS1* 


 *ክኣ=2* 


*NR1* 
*NR2* 


Cust Item ID: 
Customer: 
Tooling: ... Date: = 
spå (Y/N): .- Date: 
| - 8/. ToollD  Tool& Plan 
Run Hours Code 
0.00 | 


ol hd eie 


Accept ` Reject 0 
Qty Qty 


Reject Insp. ”. 


Number Stamp 


E: 


E Crosstubes 


* 4-Drill pilot holes using drill Jig DT 


lh a ግርማ UT KE 2 rA ያ. Y A em tal l E me PIU 
` Work Order ID 91254 *Q 1 2 RAS Page 3 
 “ዐሠይታዐፉ 1 2 7 27: 264M 
*D206-667-207BL Accept i * N Q በ በ በ ፈ በ 1 በ በ* Setup Start * N Q 1 * ! 
i Crosstube Mid Aft Sop *NAIQO*x* | 
w, E “ae a i 
^. Start Date: 10/03/12 Start Qty: 1.00 መ” Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 *4* . Cüstonier: 
: “Reference: M 
| uec በ መሙ zs ሚመ ሚም ار‎ ሁኔ ሚፈስ Run Start X * 
| Approvals: Process Plan: . i Date Tooling: på Date: 0 > — N R 1 
y Stop 
ae ods, : l * * 
| l QC: መ T" ማት ደይ Date SPC (Y/N): . Date: | N R 2 
| Sequence ID/ Operation . — . SetUp/ ` ToolID Tool# Plan Accept Reject Reject Insp. .: - 
| Work Center ID Description Run Hours Code Qty Qty Number Stamp 
130 0.00 
* 4 2 በ* Crosstubes * 1 | 
Crosstubes 0.00 SR E Pid ርኸ” 


l-Rrill pilot holes in tube using drill Jig DT8583 $: DT8584 and drill table 
DT8W77 and tower holes #6 as per 0510010 and as per puer D206 247. 
Drill alX3) top holes. 


2-Drill and Ream all holes in tube to finish size using drill Jig 5 
DT8584 8 
all four sides. 


3-Flip tube and switch drilkgg Jigs from right to lefi, lefvfo right. Locate Jigs 
off existing holes using "T" pi : 

& DT8583 as per Dwg 
D206-667-247. Drill only the top (2) hole» 


5-Drill & ream the top (2) holes to 


& 
DT8584  .« as per Dwg D206,667-247 ^ 


7-Drill Aft rivet hóles using drill Jig DT 8787 


as per Dwg D206-667-2 


8-C'sink holg$ as per Dwg D206-667-247. 


9 -Scribe/part # and batch # using vibrating stylus as per Dwg D206-667-247 2 
Inside Pf Cuff(Donot engrave on outside of tube) å 


10 - €** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


EL 


p [JÙ ex» ENSURE PROPER JIG POSITIONING BEFORE DRILLING***** , VERIFIED BY: A ) dde 


1-Drill pilot holes in tube using drill Jig DT8583 & DT8584 as per Dwg D206-667-247. Drill all (3) top 
holes. Holes facing inboard. Drill and Ream all holes in tube to finish size using drill Jig DT8583 & DT8584 
as per Dwg D206-667-247 


***** ENSURE PROPER JIG POSITIONING BEFORE DRILLING***** , VERIFIED BY: A Å ) መቸት 


2- Drill fwd rivet holes using drill Jig 0ፐ8787 fwd as per Dwg D206-667-247. Note: FWD side has 3X top 
holes facing inboard. 


3- C'sink holes as per dwg D206-667-247. Allow rivet to sit below surface to compensate for paint. 


4- Flip tube and switch drilling Jigs from right to left, left to right. Locate Jigs off existing holes using i [c 
pins. Drill ONLY 2 top holes ONLY plug most bottom hole to prevente accidental drilling. Drill holes and. 
ream using drill Jig DT8583 & DT8584 as per Dwg D206-667-247. Drill only the top (2) holes. Drill & ream 
the top (2) holes to finish size using drill Jig DT8583 & DT8584 as per Dwg D206-667-247 


*ቶቶ** ENSURE PROPER JIG POSITIONING BEFORE DRILLING***** , VERIFIED BY: As ተማች 


S-Drill aft rivet holes using drill Jig DT8787 aft as per Dwg D206-667-247. Drill only the top (2) holes. 


***** ENSURE PROPER JIG POSITIONING BEFORE DRILLING* **** , VERIFIED BY: 4 ኣፈ) ا‎ 


6- C'sink holes as per dwg D206-667-247. Allow rivet to sit below surface to compensate for paint. 


7- Scribe tube to identify on the inner chamfer in the cuff D# and B# 


"WZ, 2-10-11 


b 


"NEL 
VER ا‎ E: 


8-*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE***Deburr & Inspect for surface damage. 
Repair damage within limits as per Dwg D206-667-247 


22 IZ-ID-7 


ን ا‎ SE TA 


A መመ ot መመ መመ: 22፡ 


Er 5 لكين كادي‎ 
. .Work Order ID 91254 
-October-04-12 7:27:26 AM 


*91954* 


Page 4 


Item ID: D206-667-207BL 


Accept * * Setup Start * * 
Revision ID: | NOO00040100 NS1 
Item Name: Crosstube Mid Aft Stop # N Q 2 * 
Start Date: 10/03/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 * *4 * Customer: 
Reference: 
dik oy د‎ kap ue M መ ا‎ Picos E E Run’ Start q * 
Approvals: Process Plan: 0” | |. Date Tooling: = Date: E N R 1 
Sto 
QC Date SPC (Y/N): Date: — Pox N R 2 * 
Sequence ID/ Operation. . . .- - -Se&Up ToollD Tool Plan Accept Reject Reject. Insp. — 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
Deburr & Inspect for surface damage. Repair damage within limits as per Dwg 
D206-667-247 
140 QC5- Inspect part completeness to step on W/O 0.00 
* * QAS di 
1AN 1ቦ 7 ¿oli E ሺና — 
QC Memo 000 ሯ= N . t 
Quality Control *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
7 
150 0.00 
*4 EN* | M. 
HandFXtube Memo 0.00 [? -(o- lc 


Hand Finishing Crosstubes 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


1- CLEAN CROSSTUBE WITH WASH'N WIPE 


180 


*4ጸበ* 


Packaging 


Packaging 


Packaging 


190 


*4QN* 
ዐር 


Quality Control 


QC5- Inspect part completeness to step on W/O 


Issue P/O: 
LPI as pe ASTM 141 
Level 2 Attach copy of NDT results to work order 


0.00 


Memo 0.00 
*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


Ensure copy of NDT results attached to work order. 


0.00 


Memo 000 $ x. AA 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


Ensure results are as per Dwg D206-667-247 


4 
. . Work Order ID 91254 *Q 1 2 RAX Page 5 
- October-04-12 7:27:26 AM 1 5 
Item ID: D206-667-207BL Accept * * Setup Start * * 
Revision ID: Nanan401 በበ NS1 
Item Name: Crosstube Mid Aft Stop * አ S 2 * 
Start Date: 10/03/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
mE 7 UT s "iv, © 1 1 B E pue Uo IE Run Start % * 
Approvals: Process Plan: — Date = Tooling: = Date: አዚ R 1 
Sto 
Qc: UA: Date: —  — SPC(Y/N): መ Date l P *N R JK 
Sequence ID/ Operation. EE ET . Set Up/ ` Tool ID Tool# Plan Accept Reject Reject. Insp. | 
Work Center ID Description . Run Hours Code Qty Qty Number Stamp 
170 Outsource process - NDT per 051038 4.1 0.00 
*47በ* o KOO 
Outsource2 Memo 0.00 
Outsource process - NDT *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
Liquid Penetrant Inspection as per 051 0380r 


` Work Order ID 
-October-04-12 7:27:26 AM 


9125 


*01254* 


Item ID: 
Revision ID: 
Item Name: 


Start Date: 


Reference: 


D206-667-207BL 


10/03/12 
Required Date: 10/19/12 


Crosstube Mid Aft 


Start Qty: 1.00 
Req'd Qty: 1.00 


Approvals: 


Sequence ID/ ዐ — 


Work Center ID 
195 
*40ኣ* 
HandF Xtube 
Hand Finishing Crosstubes 


197 


*467* 
QC 


Quality Control 


p Temp SER 


Process Plan: 


QC: 


Operation — 


Description 


Memo 


*" *NONNN4AN1NN* s s *NS4* 
"" *NS2* 
Cust Item ID: 
Customer: 
AIR, ከ2 i ا‎ SP R Start 
Tooling: Date: " i *N R 1 5 
SPC (Y/N): Date: =P *NR2* 
- Set Up/ . ToolID Tool# Plan Accept Reject Reject Insp. 
Run Hours Code Qty Qty Number Stamp 
0.00 
0.00 xd wd. til aj ቋ 
l 12-10-16 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


1- PRESSURE WASH AND THEN USE WASH'N WIPE TO CLEAN 
CROSSTUBE BEFORE CHEMICAL CONVERSION 


QC7-Inspect Chemical Conversion Coat 


Memo 


0.00 


oS 
0.00 46. A t Ni 


** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


COMETE: "TEN 


. . Work Order ID 91254 *042RA* Page 7 
. October-04-12 7:27:26 AM E 0 
Item ID: D206-667-207BL A Accept ጁ N ዓበ በበ4በ 1 NN* Setup Start * N S 1 * 
aa Revision ID: 2 a 
E Item Name: Crosstube Mid Aft Stop # N Q 2 ጁ 
Start Date: 10/03/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Gore Fen deo E aS መ DD 0 Run Start ጁ * 
Approvals: Process Plan: |. Date: . Tooling: ወ ርር 3. Date: . አዚ R 1 
Sto 
, QC: | ii Date |... SPC (Y/N): Date: P ۽‎ Ni R W ku 
SequencelD/ Operation - .  SetUp . ToollD ፲0ዐ1# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
200 0.00 
*#ጋ በ በ * SprayPaint | Ø # 
SprayPaint Memo 0.00 mn icc» XT copie 12-40-17 
Spray Painting *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
l-Prime inside and outside crosstube as per QSI 005 4.2 
2-Paint outside crosstube as per QSI 005 4.2 
Prime 7 314 
عسوت‎ ۹ 
Quee Pat 121728 E 
| Finish Time: ራ lear lige 93 
| 
210 QC14- Inspect Spray Paint 0.00 
*24በ* O Aog 
QC Memo 0.00 Se A 
Quality Control Wrap in plastic bag to protect from scratches 


' ‘Work Order ID 91254 
October-04-12 7:27:26 AM 


*01254* 


Page 8 


Item ID: 


D206-667-207BL 


Accept 


*NONNN4N1NN* 


Start 


Setup * * 
Revision ID: N S 1 
Item Name: Crosstube Mid Aft Stop % N Q 2 * 
Start Date: — 10/03/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 *ተ * Customer: 
Reference: 
=> 1 ME ERES - i Run Start 4 * 
Approvals: Process Plan: . Date: _ Tooling: ይመር Date: _ አዚ R 1 
Sto 
QC: . E Date: - SPC (Y/N): i Date: . j *N mR^2* 
Sequence 10/ ae Operation d B Set Up/ - = Tool ID — Tool4 Plan Accept ` Reject | Reject l Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
220 0.00 
* ? 52 በ * Crosstubes \ ሪ 
Crosstubes Memo 0.00 7 N መር tast ቃራ ig 
Crosstubes l-Install nut plates as per Dwg D206-667-247. 
230 | 0.00 
Skidtub 
*2ኋበ* bas 1 46 qx M 
Crosstubes Memo 0.00 ١2 مهه-‎ 
Crosstubes l-Abrade mating surfaces of support and crosstube with 400 grit sandpaper, 
clean the area with 4105S wash 'n' wipe 
2-Install supports with Proseal 890 per 12519565 and 051 015 
AIR Proseal 890 Batch: 123 (03 
3- Torque bolts as per dwg 
240 QC5- Inspect part completeness to step on W/O 0.00 
*2An0* 16 | 
a 16) 5 ው 
s eit 


Quality Control 


Memo 0.00 


5 


- October-04-12 7:27:26 AM 


` Work Order ID 9125 


*91954* 


Page 9 


Item ID: 


Accept 


D206-667-207BL 

Revision ID: 

Item Name: Crosstube Mid Aft 

Start Date: 10/03/12 Start Qty: 1.00 *4* 

Required Date: 10/19/12 Req'd Qty: 1.00 *4 * 

Reference: 

Approvals: Process Plan: 0 . . Date: Tooling: 

ሆር: o non ..- Date: SPC (Y/N): 

Sequence ID/ Operation . 9 1 Set Up/ — 
Work Center ID Description Run Hours 
250 Pick Kit 0.00 
*9KN* 

Packaging Memo 0.00 

Packaging 

260 QC4- 100% Inspect kits for completeness 0.00 ee PS 
* * JA 

2ልበ Å 1 3 4 

QC Memo 000 9... 4 
Quality Control 

270 0.00 

* 9 7 በ * Packaging 

Packaging Memo 0.00 

Packaging Identify and pack for shipping as per PPP D206-667-207 

Location: 
PPP Rev: አ 


*Nonanan1nn* 


Setup Start 


*NS1* 


AK 


"ሣ *NG2* 
Cust Item ID: 
Customer: 
SR Ae Run Start >ጭ * 
Date: ii N R 1 
Sto 
| Date: — ዞ *NRO+ 
Tool ID ፐዐ01# Plan Accept Reject Reject Insp. 
Code Qty Qty Number Stamp 


O 
21505 


የሎ. ያመ ae ውም es CRUS, 


. + 
"o. 


*01254* . - Page 10 


Item ID: D206-667-207BL | i | Accept * p i va Setup Start * « * 
Revision ID: Nanana401 በበ NS ተ 


` Work Order ID 91254 
- October-04-12 7:27:26 AM 


Item Name: Crosstube Mid Aft Stop + N Q 2 * 
Start Date: 10/03/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

i 1 1 “ን. ኖ ١ = ንን ታፍ 522 I Dd LC Run Start 4 * 
Approvals: Process Plan: | . Date: . < Tooling: == a — Date: _— 8 አዚ R1 

Sto 
QC: .. .( Dater SPC (YIN): .- Date: å *N RI2* 

Sequence ID/ Operation. l | SetUp/ ToollD ፐ001# Plan Accept Reject Reject Insp. — 
Work Center ID Description Run Hours Code Qtv Qtv Number Stamp 
280 QC21- Final Inspection - Work Order Release 0.00 
*9gn* . ሠመሥመጋጩ.፡ 
ዕር Memo 0.00 
Quality Control 


por 


REE c C SNO SPERA 


. 


2 


IDA 


Picklist Print 


Parent Item: 


Parent Item Name: 


Comments: 


D206-667-207BL 
Crosstube Mid Aft 


RevA 11.01.13 New Issue EC verified by:DD 
615 DD VERF:EC 


Start Date: 10/03/12 
Start Qty: 1.00 


Required Date: 10/19/12 
Required Qty: 1.00 


IPP REV:B 11.08.08 PER ECN 11- 


Component Item ID/ 
Item Name 


Bolt 


Bin 


Mfg/ 


Last 


Route Unitof Qtyon Qty per Kit Total 


Replacement Primary Qty Date Status 
Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
ü ` Purchased No 280 Each 285000 0 . [ሀበሖ — 
Location Loc Qt Loc Code 
5፲337 185 
118191 80 € Sn f^, 
+ 1 
121243 100 wera 
122151 5 
ST362 100 
122800 100 
Purchased No 250 Each 295.0000 4 SP 4 
Location Loc Qt Loc Code 
ST337 100 
122416 50 
122800 50 INN 
ST338 50 
122993 50 
ST339 93 
122151 93 
ST340 52 
121541 52 
Purchased No 250 Each 66.0000 
Location Loc Qt Loc Code 
339 16 
121181 16 
——— 
8፲337 50 m6 
122416 50 


. 0 
. 


';Picklist Print 
: October-04-12 7:27:25 AM 


Work Order ID: 91254 

Parent Item: D206-667-207BL 
Parent Item Name: — Crosstube Mid Aft 
IAN9G0JDS TO. NAS1149D0563J 


er 


D206-667-247TRN 
Crosstube Assembly, Mid Aft 


D2873-043 
Nut Plate Assembly 


D2873-045 
Nut Plate Assembly 


October-04-12 7:27:25 AM 


Purchased 


Manufactured 


Manufactured 


Manufactured 


No 


No 


No 


No 


250 
Location Loc Qty 
ST338 2 
1069059 2 
110 
Location Loc Qty 
LG 5 
78498 1 
89877 1 
89878 1 
89879 1 
89880 1 
220 
Location Loc Qt 
LG 24 
طق‎ 24 
LG052 32 
72644 2 
84386 30 
220 
Location Loc Oty 
LG052 34 
89253 25 
09586 9 
Shop Packet Print 


Each 


Each 


Each 


Each 


Start Date: 10/03/12 
Start Qty: 1.00 


"wee .: .:90 


2.0000 


Loc Code 


5.0000 


Loc Code 


56.0000 


Loc Code 


34.0000 


Loc Code 


Required Date: 10/19/12 
Required Qty: 1.00 


Im 


Xx MO  LUP-0o0u 


 .. B 2710-18 


: Page 2 


. . 
5 


. > Picklist Print 
- * October-04-12 7:27:25 AM 


Work Order ID: 


91254 
Parent Item: D206-667-207BL 
Parent Item Name: — Crosstube Mid Aft 


D2892-1 
Support 


D3595-063-450 
RUBBER CUSHION 


October-04-12 7:27:25 AM 


Manufactured No 


Manufactured No 


Location 
LG 


82110 
LG052 


F0377 


Location 
FG 


68422 
LG 

82511 
LG051 

80161 

84715 

87478 

88916 

90377 

90968 
LG055 

88422 


MAT052 
67353 
68893 
70113 
71354 
74113 
75597 


10.109474 
2 

6 

0.56 

0.2 
0.349474 
1 


` Shop Packet Print - 


Each 


Each 


13.0000 2 2 ብ 12 0 20 | 
Loc Code 
236.8895 4 4 Å 
ERO A. I3-(O0 -90.. 
Loc Code @ 
| m ` Page 3 


Start Date: 10/03/12 


Start Qty: 1.00 


Page 3 


Required Date: 10/19/12 
Required Qty: 1.00 


“መ: ——— 9 በይ y de y ኮን n 2g ና” x iS -— >=. Re MS deo x 7 2:2 7 dic ፡...። >>. 


. »Picklist Print Page 4 
> ° October-04-12 7:27:25 AM 
Work.Order ID: 91254 
Parent Item: D206-667-207BL Start Date: 10/03/12 Required Date: 10/19/12 
Parent Item Name: — Crosstube Mid Aft Start Qty: 1.00 Required Qty: 1.00 
MS20601-AD4W10 Purchased No 220 Each 150.0000 14 14 A 
RIVET PR l € |9-/10- 18 
Location Loc Qty Loc Code 
LG050 149 
120676 3 1 
44 NIC NN 
122518 100 
125125 2 
LGOSI 1 
118675 1 
-+MS21042L5 Purchased No 250 Each 1,343.0000 4 4 2 
ጋመ» SHa -[ር..መ=> - 
Location Loc Qty Loc Code 
300 263 
121652 263 AI 
314 x 1000 
122452 1000 DnA 
ST300 80 
108827 4 
116105 1 
116548 43 
119109 20 
2937 12 
October-04-12 7:27:26 AM — . - - Shop Packet Print PI . - | Page 4 


` ° Ottober-04-12 7:27:26 AM 


2 Work Order ID: 
«Parent Item: 
Parent Item Name: 


MS21920-22 


91254 
D206-667-207BL 
Crosstube Mid Aft 


Clamp(per MIL-DTL-8783C) 


October-04-12 7:27:26 AM 


Purchased 


No 


Location 


LG 


LG050 


119545 


116207 
117506 
118186 
120631 


122838 


l Shop Packet Print 


Each 


Loc Code 


Page 5 


Start Date: 10/03/12 
Start Qtv: 1.00 


100.0000 4 


Required Date: 10/19/12 
Required Qtv: 1.00 


A 12-10-20 


C008‏ ا 


TUM | ARSY os 


Required Dimension Min 
Height 18.34 
| 
| 


BATON 27% 24.10 
A MA FL 


TO 


Crushing 


[| Date | [WS 


(qo H/o e 
| Rev | Date | Change 7 | 
12.02.15 | New Issue 


| 8 | 12.04.16 | Added bending, crushing dimensions d AW l 


H:Isoforms\dimension sheets\approved DS\Blank-XtubeBend-DimSheet rev E.doc 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev ር 


DAA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 
Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Oty or Non-conformance Chief Eng Description Date Verification QC Inspector 


ee ي‎ ም መሙ 
FAULT To FAULT CATEGORY . . .. .. . . O 
Landing Gear General 
| Bending | | Bend = Grain Ovalized Pressure/Forced 
| Centre Not Concentric to O/S | BOM/Route ፳ Hardware Over/Under tolerance Temperature/Cure 
E Cracks zu Broken/Damaged | | Inspection Incomplete Part Incorrect Weld 
m Crushed/Crimped | | Burrs ፪፪ Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
| Cuffs || Contamination E Maintenance Part Moved 
E Heat Treat | | Countersink ጩፇ Mislabeled Positioned Wrong 
iu Inspection Strip in Tube | | Cut Too Short E Misread Power Loss/Surge 5 Other 
|| Ripples in Bend | | Drill Holes | | Offset 
E Torque Waves in Extrusion | | Drawing ii Out of Calibration 
|| Turning Sequence E Finish Y Out of Sequence 


| Wave/Twist in Tube 


| [Folio 


E Outside Dimensions 


9 


Part Number Description 
-247 
EXTRAER 


[ — | Ser r 5.1 
D206-667-247 CROSSTUBE ASSEMBLY (2080 MID AFT 
PEE ARM A 
D6004-115 CROSSTUBE 
D2873-043 [NUTPLATE 1  — j 
D2873-045 
D2892-1 SUPPORT 


لا 

| 1 | 

21 

| 2 | UT PLATE 

| 2 | 

| 4 | D3595-063-450 RUBBER CUSHION 
| 4 | 6 
[ 14 | 

ES 


7 


MS21920-22 
MS20601AD4W10 | RIVET (OR NAS9302B-4-10 
e ne 
MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299- 


947-100, TYPE Il, CLASS 2 ADHESI 


ENERAL 


MATERIAL: MANUFACTURED FROM D6004-115 
FINISHED LENGTH - 020 

FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 

PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 

PAINT OUTSIDE PER DART QSI 005 4.2 
TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER 'D206-667-247' AND BATCH NUMBER ON 
INSIDE OF CUFF PER DART QS! 044 6.4 (VIBRATING STYLUS). 
WEIGHT: 21.1 Ibs (-607 = 17.7 Ibs) 
PART |S SYMMETRIC ABOUT CENTERLINE. 
RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 
TRANSITION SHOULD BE SMOOTH. 

10) BEND PROGRESSIVELY WITH A MINIMUM OF 10 PASSES. MAXIMUM TUBE FLATTENING DUE 
TO BENDING IS 6% BASED ON ርር. 

11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 

12) INSTALL D2892-1 SUPPORT USING 0.03” TO 0.06” THICK LAYER OF MAGNOBOND 6398 PER QS! 
015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. . 

13) INSTALL MS21920-22 CLAMPS WITH D3595-063-450 RUBBER CUSHIONS TO SECURE THE 
D2892-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMP MECHANISMS ARE 
LOCATED ON CROSSTUBE SUPPORTS. : 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 
OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 
SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 
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DQA: Date: 
NCR: Yes / No l WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT CATEGORY 
Landing Gear General 
5 Bending || Bend | Bi Grain Ovalized Pressure/Forced 
| | Centre Not Concentric to O/S 5 BOM/Route g Hardware Over/Under tolerance Temperature/Cure 
| Cracks || Broken/Damaged å ii inspection Incomplete Part Incorrect Weld 
| | Crushed/Crimped. ፳ Burrs ui Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
E Cuffs , Contamination E Maintenance Part Moved 
| Heat Treat jif Countersink Æ Mislabeled Positioned Wrong 
E Inspection Strip in Tube | | Cut Too Short | | Misread Power Loss/Surge | Other 
E Ripples in Bend || Drill Holes | Offset 
x Torque Waves in Extrusion | Drawing E Out of Calibration 
a Turning Sequence || Finish ፳ Out of Sequence 


| | Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 
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an Outside Dimensions 


[12 62892-1 SUPPORT 
2PL 


[15 m521920-22 CLAMP 
APL 


03595063450 
RUBBER CUSHION 
4 PL, (UNDER CLAMP) 


D2873-043 
NUT PLATE 


MS20601AD4W10 
RIVET, 4 PL 


D2873-045 
NUT PLATE 


MS20601AD4W10 
RIVET, 3PL 


VIEW A-A: 
cr2 CUFFDETAIL 
SCALE 4X 


D206-667-247 
ASSEMBLY DETAIL 
(VIEW LOOKING FWD) 


[13 » [155 


MS21920-22 CLAMP REF 


D2892-1 SUPPORT REF 


652 SECTION B-B 


SCALE 5X 
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NUT PLATE 
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RIVET, 3 PL 
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DQA: Date: , ١ 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE vs 
QA Closed: Date: l * 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT AM ATEO . 0 . . .: . .: . -: | 
Landing Gear General 
HE Bending x Bend ፪፪ Grain Ovalized Pressure/Forced 
SI Centre Not Concentric to O/S || BOM/Route E Hardware Over/Under tolerance Temperature/Cure 
| Cracks || Broken/Damaged E Inspection Incomplete Part Incorrect Weld 
E Crushed/Crimped. 5 Burrs =፳ Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
| Cuffs a Contamination IN Maintenance Part Moved 
| Heat Treat | Countersink Ep Mislabeled Positioned Wrong 
m Inspection Strip in Tube || Cut Too Short zB Misread Power Loss/Surge || Other 
|| Ripples in Bend E Drill Holes m Offset 
a Torque Waves in Extrusion || Drawing ا‎ Out of Calibration 
| Turning Sequence || Finish || Out of Sequence 


| Wave/Twist in Tube 
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27.78 REF, (706mm! H 
TO CENTER OF BEND. PILOT 20.128 


ALONG TOP EDGE C'SINK መ 


PILOT 20.128 
C'SINK @0.225x100° 
3PL 


18.4740.13 
R19.0£1.0 


DETAIL H 
513 


HOLE TO BE ALIGNED WITHIN 20.001 
OF HOLE ON OTHER SIDE OF CUFF 
28ዚ 


eee DEO ATTACHED 


ON OTHER SIDE OF CUFF 


86.00:0.25 


cas DETAIL D - D206-667-607 css DETAIL H 
SCALE 4X BENDING AND DRILLING DETAIL SCALE 4X 
(VIEW LOOKING FWD) ; (VIEW LOOKING FW) (VIEW LOOKING FWD) 


0.32319 005 

HOLE TO BE ALIGNED 

WITHIN 20.001 OF HOLE 

0.32310 905 ON OTHER SIDE OF CUFF 

HOLE TO BE ALIGNED WITHIN 10.001 3PL 

OF HOLE ON OTHER SIDE OF CUFF 
38. 


PILOT 20.128 
C'SINK Ø0.225X100* 
4PL 


PILOT 90.128 
C'SINK ወ0.225ኣ100፤ 


j*0.005 
90.323 ogg 


هي 


RUP HOLE TO BE ALIGNED 
Jc WITHIN 20.001 OF HOLE 
^J ON OTHER SIDE OF CUFF 
NR 2PL 
NS 
0.005 E 
665520 090 5 era VIEW FE E 
MIEL 25.03 CE HOLE (VIEW LOOKING AFT, ROTATED) es VIEW لل‎ EK [EAS 
ON OTHER SIDE OF CUFF (VIEW LOOKING AFT, ROTATED) aoe R 
2PL 0 CALE 
2011 -05- 2 4 
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DQA: Date: 3 PM 
NCR: Yes / No l WORK ORDER NON-CONFORMANCE / UPDATE a 
QA Closed: Date: Å 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT A FAULT CATEGORY -. . 1 O O 
Landing Gear General 
| Bending || Bend 5 Grain Ovalized Pressure/Forced 
| Centre Not Concentric to O/S Ny BOM/Route Æ Hardware Over/Under tolerance Temperature/Cure 
E Cracks iM Broken/Damaged ፳ Inspection Incomplete Part Incorrect Weld 
= Crushed/Crimped. | Burrs m Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
| ርህቨ5 || Contamination | | Maintenance Part Moved 
| Heat Treat m Countersink 5 Mislabeled Positioned Wrong 
5 Inspection Strip in Tube E Cut Too Short || Misread Power Loss/Surge E Other 
5 Ripples in Bend E Drill Holes 5 Offset 
| Torque Waves in Extrusion m Drawing n Out of Calibration 
| Turning Sequence | Finish E Out of Sequence 
| Wave/Twist in Tube m Folio ፪፪ Outside Dimensions 
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TAPER UNIFORMLY FROM 
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DQA: Date: iod 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE Tm 
QA Closed: Date: 2 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Oty or Non-conformance Chief Eng Description Date Verification QC Inspector 


 . .- ...... . FAUTCATEGORY eee CATEGORY 
Landing Gear General 
| Bending || 8ፎከ0 ፪፪ Grain Ovalized Pressure/Forced 
ei Centre Not Concentric to O/S a BOM/Route ጆ Hardware Over/Under tolerance Temperature/Cure 
E Cracks || Broken/Damaged g Inspection Incomplete Part incorrect Weld 
| Crushed/Crimped || Burrs || Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
E Cuffs E Contamination | | Maintenance Part Moved 
m Heat Treat m Countersink | | Mislabeled Positioned Wrong 
|| Inspection Strip in Tube a Cut Too Short ፳፪ Misread Power Loss/Surge | Other 
E Ripples in Bend B Drill Holes m Offset 
i Torque Waves in Extrusion | E Drawing E Out of Calibration 
| | Turning Sequence Mi Finish =። Out of Sequence 
| Wave/Twist in Tube Æ Folio መ Outside Dimensions 
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DRAWING NO. | TITLE REV. A DART AEROSPACE LTD D.E.O. NO. SHEET NO. a 
D206-667-247 | CROSSTUBE ASS'Y (206L MID AFT) ENGINEERING ORDER D206-667-247-A-1 SHEET 1 تلام‎ 
EY, ل‎ O CD [emos AMD [oe aren di 


DRAWN 


pare — 5.0735 en ee REL DATE ll መሸ 


PURPOSE: Í 
REPLACE MAGNOBOND WITH PROSEAL. : 


CHANGE: 


Part Number Dilo 
E 


LS | AR 280555) 5852 — PROSEAL 890 B-2 [SEALANT AMS-SSBOCLASSBZ —— — —— AMS-S-8802 CLASS B-2 


AR | FMAGNOBONDé398 — | 6398  ROCKWELLSPECIFICATIONRBO-20023 — -1 SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
A il, CLASS 2 ADHESIVE 


: NOTE 12 & 15, SHEET 1 IS AMENDED AS FOLLOWS: 


IS: : 

12) TO INSTALL D2892-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04" TO 0.07" 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS 8-2) SEALANT TO MATING 


SURFACE OF SUPPORT. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. 2 ai AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 
12) INSTALL D2892-1 SUPPORT USING 0.03" TO 0.08" THICK LAYER OF MAGNOBOND 6398 PER QSI 015. 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-L8. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


COPYRIGHT ወ 2011 BY DART AEROSPACE ፈን 
THIS DOCUMENT [9 PRIVATE ANO CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT fT IS 
NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISEION FROM DART AEROSPACE LTD. 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


1 Water Jet Engineering 
Prod. Eng. Coor. Quality 
Rec/Store/Packaging Other 


Supplier 


Work Order: . vA sy 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 


Part no PAD eo 1--2 cr TesL. | Scrap 
NCR No. mA 10 


Use-as-is 
Work Sgen Update 


Landing Gear 

5 Bending 

| Centre Not Concentric to O/S 

| Cracks 

FA Crushed/Crimped. 

N Cuffs 

| | Heat Treat 

m Inspection Strip in Tube 

| Ripples in Bend 

| Torque Waves in Extrusion 

E Turning Sequence 

|| Wave/Twist in Tube 
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. General 
a Bend 
| JBOM/Route 
| Broken/Damaged 
| Burrs 
B Contamination 
a Countersink 
a Cut Too Short 
5 Drill Holes 
mi Drawing 
| [Finish 
| Folio 


DEC per 
athhd SR. 


FAULT CATEGORY 


| Grain 

5 Hardware 

E Inspection Incomplete 

B Instructions Incomplete/Unclear 
E Maintenance 

B Mislabeled 


a Misread 
| Offset 


|| Out of Calibration 
E Out of Sequence 
| Outside Dimensions 


alized 
Over/Under tolerance 
Part Incorrect 
Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 
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ZA LIQUID PENETRANT TEST REPORT ዮ 12200 


PAGE / OF / 


ድኖ PM O B.‏ الام 


CLIENT TIME 

| ATTENTION ACUREN JOB NO. /å9- <ም-፦ ce - 

ADDRESS PO/WO No. --ሙ- | 
WORK LOCATION ለረ. | 
ACCEPTANCE sto Å SCA 12-088 ReV/DATE soos | 

PROJECT : ድ z9-— cé TELES 


D 


ITEM(S) EXAMINED 


Rev./DATE 
jit 


Q SOLVENT REMOVABLE UO POST EMULSIFIED | 


IMeETHOD.— A FLUORESCENT Q VISIBLE IX WATER WASH 


I FAMLYBRAND MARN PU BLACKLIGHTSN VET U OUrpuT > 1000 p W/cm? [3 AMBIENT < 2 fc 
PENETRANT p MINIMUM DWELL TIME AES LIGHTING Equip. O FLASHLIGHT O TROUBLELIGHT O OUTPUT>100 fc © SURFACE . 
PENETRANT REMOVER ¡€ 2-0 MINIMUM DRY TIME >10 Min. [OTHER HS “መርጋ 

Deveron SAPD fà. MwwuwDweinwe — 10- — MIN. | Licht METERSIN. 7 29980606 6/.ሀ 5.75 M/R le 


DEVELOPER TYPE Zf Non Aqueous Q AQUEOUS - O DRY 


TEST SURFACE D 
SURFACE CONDITION Q As GROUND Q As WELDED ቋ MACHINED A SHOT BLASTED Ø CLEAN BARE METAL 


SURFACE TEMPERATURE نا‎ > - 4°C/ 20°F O - 4°C/ 20°F TO 10°C/50°F A 10°C/50°F TO 52°C/125°F [3 > 52°C/125°F 


RESULTS- A METRIC U IMPERIAL) 
COMMENTS 


nd the performance of the requested services. It is expressly undersioot 
owner/operator and are not intended nor can they be construed as 
i ing, manufacture, repair and use decisions as a result of t! 


Standard of Care 
In performing the services provided, Acuren Group 
implied, is made or intended by Acuren Group Inc. 


SIGNATURES 
MEE mm 
CLIENTREPRESENTATIVE _ Handy Sheldan 


ES PRINT 


Inc. uses the degree, care and skill ordinarily exercised under similar circumstances by others performing such services in the same or similar locality. No other warranty, expressed or 


Ilr | bii E- (03872 


5 SIGNATURE 
TECHNICIAN (SIGNATURE): LAE ' REPORT 
72 REVIEWED BY: 
NAME (PRINT): Lob 7772. NAME INITIALS 
: TECHNICIAN 7 2/6 TECHNICIAN 
CGSB LEVEL H ሙ፦ SNJ LEVEL CGSB LEVEL SNT LEVEL 


CGSB Rec. No 


CGSB REG. No 


WHITE - CLIENT COPY ‘CANARY - OFFICE COPY PINK — TECHNICIAN COPY GOLD - OFFICE COPY 
i PT Sept 2005 


REFERENCE ONLY >" 


DART AEROSPACE LTD. l IIN-D206-667 
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5.2 MID-HEIGHT CROSSTUBES 


Qty | ,Qty,| Part Number Description ; 
RT Gol Loa 
X na D206-667-107 CROSSTUBE INSTALLATION, 

E 206L/L-1/L-3/L-4 MID FWD 

SEL D206-667-207 CROSSTUBE INSTALLATION, 
| | 206L/L-1/L-3/L-4 MID AFT 

nau URDU NEN MOM መ=. መጭ ረ eee 
ENSE D206-667-147 CROSSTUBE ASSEMBLY, 


206L/L-1/L-3/L-4 MID FWD 
D206-667-247 CROSSTUBE ASSEMBLY, 
206L/L-1/L-3/L-4 MID AFT 


SUPPORT 


aNUTI(ORIMS21042-5) 
IWASHERI(O 


*REFERENCE ONLY. PARTS ARE INCLUDED IN D206-667-147/-247 ASSEMBLIES ABOVE 
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